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(54) A process for producing retail till rolls 

(57) Retail till rolls of different sizes and pre-printsd 
with advertising vouchers specific to a particular region 
in which the end user is located are produced. An image 
processor (31) creates a cell column (38) with a cell as- 
sociated with each image which is scanned ata scanner 
(32). When an image is scanned and processed, a pos- 
itive flag is inserted in the associated cell and this flag 
is captured by a production controller (40) to update an 
array (45) to indicate production status. Each cell col- 
umn (38) forms the basis for production of an image cy- 
cle, an Image cycle being the unit of printing which is 
repeated along the length of a web before spooling. 



However, the image cycle may include additional imag- 
es duplicated after reduction of scaie to that of the min- 
imum roll width to achieve a minimum image cycle 
length. The printing plate which is produced has image 
cycles in side-by-side relationship in which there is a set 
for each image cycle. A set may be one width across 
the printing plate if the minimum production unit is to be 
produced. When the web is printed it is drawn onto a 
take-up reel, which is in turn spooled by applying a col- 
our coding to the web coordinated with the cutting loca- 
tions whereby each individual spool may be identified 
according to size and category after spooling. 




Description 

The invention relates to a process for producing till 
rolls which are pre-prinlad with advertising matter such 
as vouchers or dockets. In this specification, the term s 
"till roil" is intended to cover rolls for printing receipts, 
also referred to as cash register receipt roils. 

More particularly, the invention relates to a process 
for producing pre-printed retail till rolls comprising the 
steps of:- u 

an image processor generating image cycles for til! 
rolls and producinga colour separation file compris- 
ing a plurality of image cycles: and 

printing a web using a printing plate produced from 
the colour separation file, tensioning the printed 
web, cutting the web into lengths matching the im- 
age cycles, and taking up the lengths onto cores to 
form till rolls. so 

The production of such till rolls has taken place for 
some time in several countries and is recognised as an 
established marketing medium. It is used as a means of 
delivering purchase incentives directly into ihe hands of ss 
shoppers to promote other local businesses. Where vol- 
umes are very high and till roils to be produced are uni- 
form, the unit cost can be kept sufficiently low usingoon- 
ventional pre-press and printing/spooling techniques. 
However, it has generally been regarded ae a good com- w 
merclai objective to supply pre-printed till rolls to retail 
outlets where Ihe vouchers which are pre-printed relate 
to the specific area in which the retail outlet is located. 
It has also been regarded as commercially desirable to 
supply till rolls to a wide variety of different retail outlets as 
having cash registers which require rolls of different 
widths. However, it has not been regarded as being 
commercially viable to achieve these commercial objec- 
tives because of the extremely complex nature of the 
technical operations which are required. <to 

The invention is directed towards providing a com- 
plete process for producing retail till rolls In a manner 
Whereby a variety of different rollsizesare produced and 
a wide variety of different advertising matter is pre-print- 
ed so that the till rolls appiytothe particular area in which « 
a retail outlet is located and the different cash registers. 

The invention is characierised in lhat: 
the colour separalion file is produced by:- 

image processor storing a memory structure col- so 
umn of ceils for each category of roil to be produced, 
the categories being associated with printing to be 
carried out, 

a production controller storing a memory slructure ss 
array comprising ail of the cell columns consolidat- 
ed together, and linking each cell with a production 
record in memory, 
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scanning an image at a scanner, and the Image 
processor processing the outputted raster file, link- 
ing it wilh a cell, and storing in that cell a positive 
flag indicating that an associated image has been 
scanned and processed, 

the production controller dynamically monitoring 
the image processor cell column and updating the 
array with positive flags, 

the Image processor subsequently receiving and 
processing raster files for remaining ceils of the cell 
column until all cells have a positive flag, 

the image processor generating a till roll image cy- 
cle by aligning all images associated with a cell col- 
umn and, using received till roll width data, reducing 
Ihe image scale to that of Ihe narrowest till roll if this 
is smaller than Ihe image scale and duplicating se- 
lected images at an extremity of the aligned images 
until they have a pre-determlned minimum till roll 
image cycle length, 

repeating the image cycie processing operations 
until an image cycle has been generated for each 
roll size in that category, 

repeating the image processing operations to gen- 
erate an image cycle for all roll sizes in all catego- 
ries, 

the image processor producing the colour separa- 
tion file comprising a pluraiily of image cycles in 
side-by-side relationship, and 

producing a printing plate for Ihe colour separation 
file; and 

the printing and cutting steps are performed by:- 

prfnting the web, tensioning the printed web, and 
cutting the tensioned web into lengths matching the 
image cycles, 

applying an end-of-roll colour indicia at the trailing 
end of a till roll length, the colour also indicating the 
roll category and size, and 
sorting Ihe till rolls according to the colour indicia. 

Preferably, the web is cut into lengths by matching 
the image cycles with cutting blades to provide a margin 
of in excess of 4mm on a roll. 

In one embodiment, the image processor generates 
trim mark image data in the colourseparation file for ref- 
erence in alignment of cutting blades. 

Preferably, ihe image generates a colour separation 
file by determining the number of till rolls required for 
each size and category and aligning image cycles ac- 
cording to the web length and wldlh. 
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In another embodiment, the production controller 
captures the image associated with each production 
record and automatically enlarges the scale and trans- 
mits together with production data to a remote location 
for proofing of the image before production of the print- 
ing plate. 

In one embodiment, the production controller auto- 
matically updates the array with data indicating current 
status, said data being captured from the associated 
production records. 

In a further embodiment the image processor gen- 
erates a unique address for each cell according to rela- 
tive location of the cell in the column, time the spool is 
to be produced and distributed and sequential order of 
insertion of a positive ffag in the production controller 
array. 

The invention will be more ciearly understood from 
the follow&ng description of soma embodiments thereof, 
given by way of example only with reference to the ac- 
companying drawings in which:- 

Rg. 1 is a flow-chart illustrating a process of the in- 
vention for producing retail tin rolls; 

Fig. 2 is a diagrammatic representation of pre-press 
equipment used in the process; 

Fig. 3 is a plan view of a printing plate which is pro- 
duced; and 

Fig. 4(a) is a diagrammatical view showing a spool- 
ing operation of the process, and Fig. 4(b) is a front 
view showing a spool identification operation. 

Referring to the drawings, Fig. 1 is a flow-chart il- 
lustrating a process 1 of ihe invention for producing till 
rolls. A pre-press system 30 is shown in Fig. 2. Before 
describing the process in detail, the pre-press system 
30 is now briefly described. An Image processor 31 is 
connected to a scanner 32 of the EPSON GT 6500 type. 
The image processor 31 isalso connected toadatabase 
34 of image files and to a high-resoiution colour display 
screen 36 having a resolution of 360 d.p.i. The image 
processor 31 is also connected to a memory 35 and to 
a printer 37. 

A production controller 40 is connected to the image 
processor 31 and comprises a CPU programmed to in- 
terface with the image processor 31 . The production 
controller 40 Is also programmed to maintain production 
records and to generate data for transmission to adver- 
tising clients. The production controller 40 is connected 
to a database 41 of till roil and reel technical data, to a 
database 42 of production records of client data and to 
a high-resolution screen 43. The production controller 
40 is also connected to a printer 44. 

The process of the invention is set out in Rg. 1 as 
a sequence of steps 10 to 26 inclusive. In step 10 the 
image processor 31 stores a memory structure column 



of cells for each category of roll to be produced. There 
is a category for each different set of advertising indicia 
to be printed. Each cell in a column relates toa particular 
image, as described below. Within each category, there 
5 may be a number of different till roll sizes such as 37mm, 
44mm and 70mm widths. 

The production controller 40 stores all of the call col- 
umns consolidated together as a memory structure pro- 
duction control array. 1 n Fig. 2, a production control array 
w 45 is shown which comprises in this embodiment twenty 
columns 38 (only some of which are illustrated) consol- 
idated together to form the array. Accordingly, the array 
45 provides a means for monitoring and controlling all 
categories of rolls to be produced. There is a column 38 
J5 for each geographical supply region, and accordingly if 
more than twenty regions are covered, the array 45 will 
be correspondingly larger. 

Each cell of each column 38 is associated with an 
image and with a production record in a one-to-one re- 
20 iationship. 

The tilt rolls are printed with cycles of images re- 
peated along the length of the roll. Each image may, for 
example, be a voucher forthe advertising company (cli- 
ent). Each ceil column 38 is associated with one image 
SB cycle, each cell being associated with one image within 
the cycle, and with one production record. 

In step 11, an image is scanned at the scanner 32 
and the image processor 31 links the outputted raster 
file with a particular cell of a column 38. The raster Tile 
30 is stored in the image memory 35 and is then processed 
by modification of the scanned image and by addition of 
other matter such as text. Once an image has bean 
scanned and processed and a modified raster file 
stored, the image processor 31 writes a positive flag in 
ss the associated cell. The image processor 31 also dy- 
namically maintains a count on cells which do not have 
a positive flag and in the example shown in Fig. 2 the 
last two cells do not have a flag and are indicated by the 
numerals 1 and 2. The object is to reach the stage where 
#> there is a flag in every ceil, at which stage ail "spaces" 
on a till roll category are booked by advertisers. The pro- 
duction controller 40 dynamically monitors the status of 
the stored cell columns 39 and updates the array 45 ac- 
cordingiy in step 13 and generates production status 
4S output signals. 

The production controller 40 receives business-re- 
lated data associated with the image such as account 
data, address of the advertising client etc. and writes 
this to the associated production record in the database 
so 42. A unique address is generated by the production 
controller 40, the address applying to the production 
record and the associated image file an the image proc- 
essor 31 and to the relevant cell in the ceil column 38. 
The unique address is a combination of an identifier of 
ss the cell, the time period for printing and distribution of 
the rolls, and a number indicating the sequence in which 
the image was received in the context of the full produc- 
tion array 45. The steps of writing the positive flag, up- 
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dating the array and generating the call address are in- 
dicated by the numerals 12, 13 and 14 in Fig. 1. 

In step 15 the image processor 31 carries out any 
further image processing of the raster file. In this em- 
bodiment, the raster file is two bytes deep for represen- 
tation of two colours. The ievei of image processing re- 
quired depends on the quality of the original image 
which was scanned and on the level of editing required 
by the client. 

In step 1 6 the production controller 40 captures the 
processed image and prints a proof mage sheet 46 to- 
gether with various production data to allow approval of 
the image by the client. 

Steps 1 1 to 16 are repeated for each cell of the col- 
umn 58 until all cells have a positive flag and the images 
have been processed. When approval of an image is 
receivedfromthe client, this fact is written to the relevant 
production record in the database 42. 

In step 17 the image processor 40 generates a till 
roil image cycle by aligning all images associated with 
a particularcell column. This is performed under instruc- 
tion from an operator while viewing all of the images on 
a single screen at a reduced scale so that all of the im- 
agecyclemay be viewedtogether. The image processor 
31 retrieves till roll data from the database 41 and sub- 
sequently reduces the image scale until the width of the 
image corresponds to that required for th a narrowest till 
roll (usually 37 mm) for the category. In some cases, it 
may not be necessary to reduce the scale as the till roll 
size required corresponds with the image scale. Scale 
reduction results in a reduction in the vertical direction 
also and in order to achieve a predetermined minimum 
length for an image cycle the image processor 31 dupli- 
cates one or more selected images and appends them 
to the end, as shown in Fig. 2 for an image cycle 39. 
Th is results in some images being repeated within a sh- 
gle image cycle. This technical feature provides a good 
deal of commercial versatility. For the larger roll widths 
(44 and 70 mm) in the category there is no need to re- 
duce the scale and duplicate any Hnages. These oper- 
ations are indicated by the steps 1 7 and 1 6 in Fig. 1 and 
are repeated until there is a image cycle for every roll 
size in every category. In this embodiment there are 
twenty categories and there may be up to three sizes 
within each category. 

In step 1 9 the production controller 40 captures ail 
of the image cycles and writes thBm then to a storage 
device. In step 20 the image processor 31 matches im- 
age cycles to colour separation fles. To do this, ft cap- 
tures from the production records 42 and from the roll 
records 41 such important criteria as the widths of the 
web on the reel to be printed, the length of the web 
(10,000 metres or 15,000 metres), the margins to be 
used on the till rolls (a minimum of 4mm), the number 
of tili rolls of each size and categories which are re- 
quired, etc. in performing these matching operations, 
the minimum unil of production for each size and cate- 
gory of till roll is the length of the web on the printing reel 



divided by the length of the till roll. For example, if the 
reel is 10,000 metres long and the tili roll is 1 00 metres 
long, then the minimum number of till rolls tor that size 
and category will be 1000. An important aspect of pro- 
s duction of the colour separation file is that Image cycles 
are repeated across the file according to the number of 
units of production required. 

In step 21 a printing plate is produced according to 
the colour separation file, a printing plate SO being 
h> shown in Fig. 3. As shown in Fig. 3, the printing p late 50 
has a relatively short image cycle which fits twice length- 
wise onto the printing plate and is repeated three times 
across for three minimum production units. This set Is 
indicated by the numeral 51. There are also sets 52, 53 
M> and 54, determined according to the production require- 
ments. It will be appreciated from this drawing that there 
is maximum utHfzationof the web and the printing equip- 
ment, although control of the subsequent spooling op- 
erations is more difficult that has heretofore been the 
f case because different till rolls will be produced from a 
single reel. 

In step 22 ihe reel web is printed using the printing 
plate 50 and is taken up onto a take-up reel. 

Referring now to Figs. 4(a) and 4(b) a spooling ap- 
*5 paratus 60 is shown in operation. A printed reel 61 is 
rotatably mounted and a web 63 is drawn around ten- 
sioning rollers 62 and past an indicating bar 64, da- 
scribed in more detail below The web 63 is then cut lon- 
gitudinally by blades 65, and is finally cross-cut by a 
30 blade 66 after eleven rolls 69 have been taken up on 
cores mounted on a shaft 67. 

The marking bar 64 moves in and out of the plane 
of the web and carries ink applicators 70, some of which 
are aligned with longitudinal cutting blades 65. Individ- 
3S ual ink applicators 70 are used as illustrated to mark the 
web with lines 75 so that a coded mark appears on the 
lengths 68, each length being for an individual till roll. It 
will be appreciated that this is an extremely simple and 
effeclive manner of allowing the till rolls to be sorted in 
* step 25 after the lengths 68 have been taken-up onto 
the Individual spools 69. While this may appear to be a 
very simple part of the process, it is very important as it 
ensures that till rolls are sorted and delivered to the cor- 
rect premises, something which must always be correct. 

In setting up the apparatus 60, the cutting blades 
are aligned with trim mark images which are Included in 
Vie image cycle to define a margin in excess of 4mm 
between the edge of the image cycle and the till roll. 
It will be appreciated that the invention provides for 
so production of a wide variety of different categories of till 
roll in which there are different sizes of roll within each 
category. The manner in which the Image cycles are 
generated provides for achieving a uniform length of im- 
age cycle irrespective of the till roll width in a very simple 
ss manner. Further, production status can be monitored in 
an extremely effective manner by linking of production 
data with the cells, and In turn with the production control 
array 45. It has been found that by applyin g the process 
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of Ihe invention, it is possible to provide advertisers with 
the opportunity to select one or more of, tor example, 
twenty different geographical regions into which they 
could have their purchase incentive circulated for a 
specified period. The technical features of the invention 
allow such a comprehensive and complex service to be 
provided in a manner which is commercially viable. 

The invenlion is not limited to the embodiments 
hereinbefore described, but may be varied in construc- 
tion and detail. 



. A process (1 ) for producing pro-printed retai) tii) roils « 
(60) comprising the steps of> 

an Image processor (31) generating image cy- 
cles for till roils and producing a colour separa- 
tion fife comprising a plurality of image cycles; 
and 

printing a web using a printing plate (50) pro- 
duced from the colour separation file, tension- 
ing the printed web (63), cutting the web (63) & 
into lengths (68) matching the image cycles, 
and taking up the lengths (SB) onto cores (67) 
to form tilt rolls (60), 

characterised in that, so 
the colour separation file is produced by:- 

the image processor (31) storing a memory 
structure column of cells for each category of 
roll to be produced, the categories behgasso- 35 
ciated with printing to be carried out. 



the image processor generating (17) a tili roll 
image cycle by aligning alt images associated 
with a call column and, using received till roll 
width data, reducing the image scale to that of 
the narrowest tili roll if this is smaller than the 
image scale and duplicating selected images at 
an extremity of the aligned images £39) until 
they have a pre-determined minimum till roll im- 
age cycle length, 

repeating the imago cycle processing opera- 
tions until an image cycle has been generated 
for each roll size in that category, 

repealing the image processing operations to 
le an image cycle for all roll sizes in all 



the image processor {31 ) producing Ihe colour 
separation file comprising a plurality of image 
cycles in side-by-side relationship, and 

producing a printing plate for the colour sepa- 
ration file, and 

the printing and cutting steps are performed by> 

printing the web, tensioning the printed web 
(63), and cutting the tensioned web into lengths 
matching the image cycles, 

applying an end-of-roli colour indicia at 1h e trail- 
ing end of a tilt roil length, the colour also indi- 
cating the roll category and size, and 

sorting the till rolls according to the colour indi- 
cia. 

a production controller (40) storing a memory 

structure array (45) comprising all of the cell 2. A process as claimed in claim 1, wherein the web 
columns (38) consolidated together, and linking to is cut into lengths by matching the image cycles with 
each cell with a production record In memory cutting blades (70) to provide a margin of in excess 

(42), of 4mm on a roll. 



scanning (11 ) an image at a scanner (32), and 
the image processor (31) processing the out- 4S 
putted raster file, linking it with a cell, and stor- 
ing in that cell a positive flag indicating that an 
associated image has been scanned and proc- 



the production controller (40) dynamically mon- 
itoring the image processor cell column (38) 
and updating the array with positive flags, 



3. A process as claimed in claim 2, wherein the image 
processor (31) generates trim mark image data in 
the colour separation file for reference in alignment 
of cutting blades. 

4. A process as claimed in any preceding claim, 
wherein the image processor generates a cotour 
separation file by determining the number of till rolls 
required for each size and category and aligning im- 
age cycles according to the web length and width. 



the image processor s 



and processing raster 

of the cell column (36) until all cells have a pos- 
itive flag. 



iequentry receiving 55 5. A process as claimed in any preceding claim, 
for remaining cells wherein the production controller captures the Im- 

age associated with each production record and au- 
tomatically enlarges the scale and transmits it to- 
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gether with production data 1o a remote location for 
proofing of the image before production of the print- 
ing plate. 

6. A process as claimed in claim 5, wherein the pro- 
duction controller automatically updates the array 
with data indicating current status, said data being 
captured from the associated production records. 

7. A process as claimed in any preceding claim, 
wherein the image processor generates a. unique 
address for each cell according to relative location 
of the cell in the column, time the spool is to be pro- 
duced and distributed and sequential order of inser- 
tion of a positive flag in thB production controller ar- 
ray. 

&. A till roil whenever produced by a process as 
claimed in any preceding claim. 
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